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[57] ABSTRACT

This print hammer assembly method utilizes an elon-
gated thin metal strip punched to form repetitive flag
panels each having a flag region non-symmetrically
linked to a surrounding frame, and a connector arm
extending obliquely between the frame and flag. All
assembly steps are performed while maintaining the
panels connected in the strip. A flat coil, centered by a
boss on the flag region, is sandwiched between and
adhesively bonded to the strip and a second flag panel
severed from another like strip. Spring wires are at-
tached to the connector arms of both panels before
sandwiching, and the coil leads are subsequently at-
tached to the connector arms. Simultaneous soldering
of the coil leads and spring wires to the connector arms
1s carried out from one side of the assembly strip, advan-
tageously using solder paste and focused infrared heat-
ing. After discarding the excess frame portions, the
hammers are embedded in a molding compound while
still linked together in a strip. After molding, the links
are severed to separate the individual hammers.

29 Claims, 15 Drawing Figures
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1
PRINT HAMMER ASSEMBLY METHOD

BACKGROUND OF THE INVENTION

1. Field of the Invention

The present invention relates to a print hammer for
use in a printing mechanism, and to a method of making
the same.

2. Description of the Prior Art

In high speed, moving type, impact printers of the
kind typically employed in data processing systems, a
separate print hammer is situated at each print position
across a row of type. Hammer bank assemblies for this
purpose are described in the U.S. Pat. Nos. 3,643,595 to
Helms et al and 3,983,806 to Ishi, both assigned to Data-
products Corporation, the assignee of this case.

Such hammer bank assemblies utilize a plurality of
print hammers each having a flat, electrically conduc-
tive coil dispose in a generally rigid housing having an
impact tip at one end, and supported by a pair of crossed
springs at the other end. The springs provide electrical
contact to the coil, and aid in restoring the hammer to
its rest position subsequent to impact. In the hammer
bank assembly, each hammer is situated between a pair
of stationarily mounted flat permanent magnets. When a
current flows through the coil, the resultant magnetic
field interacts with the field of the permanent magnet,
resulting in a force which propels the hammer toward
the type font and the medium being printed. The basic
configuration and operation of such a printing hammer
1s set forth in the U.S. Pat. No. 3,279,362 to Helms, also
assigned to Dataproducts Corporation.

Print hammers and hammer bank assemblies of the
type disclosed in the above cited patents have proven to
be very effective in use, have exhibited high reliability
and long lifetime as measured in number of tmpact oper-
ations between replacement, and have gained wide-
spread acceptance. However, the manufacture of the
print hammers themselves is a rather complex process.
Typically, it involves the fabrication of ten or twelve
fairly complicated individual parts which must be accu-
rately located and assembled in a multi-step process
requiring considerable manual labor and expensive fix-
tures. A principal objective of the present invention is
to provide a print hammer having substantially fewer
components, and to provide a method of fabrication
that 1s substantially simpler than the prior art.

In a prior art print hammer, a flat coil is sandwiched
between a pair of rectangular, rigid, anodized metal
plates called “flags™. A separate core member was situ-
ated 1n the center of the coil between the flags. A sepa-
rate terminal board was mounted at one end of the flags.
Individual flat wire springs were hooked to terminals on
this board. Hard anodizing was used to prevent electri-
cal conduction between the coil, which was electrically
connected to the spring wires, and the flags. A complex
Jig arrangement was necessary accurately to locate the
individual flags and associated components while these
were joined by appropriate adhesive. Considerable
hand labor was necessary to install the individual com-
ponents in the jig, and to make the requisite mechanical
and electrical connections. Once this partial assembly
was complete, the individual units were molded to se-
cure in place an impact tip, to embed the terminal board
area and 1ts components in a potting compound, and to
form a support foot for the flat wire springs.

By contrast, 1t 1s an object of the present invention to
provide a hammer assembly method in which the unas-
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sembled flags, instead of being separate, individual

items, are themselves part of an elongated, punched

metal strip. The flags are maintained in strip configura-

tion throughout most of the assembly process, thereby

facilitating automation of most of the assembly process.
Further objectives of the present invention include

the following:

1. the eliminatio n of manual handling of individual
hammers:

2. the elimination of components such as the core and
terminal board elements of prior art hammers;

3. the elimination of flat wire, formed springs;

4. the elimination of hard anodizing of flags;

5. the replacement of ultrasonic or resistance welding of
coil leads by a more controllable joining method;

6. the simplification of production equipment;

7. the elimination of close manufacturing tolerances of
certain hammer components;

8. facilitating assembly of a symmetrical hammer from
one side only;

9. the reduction of manual finishing operations;

10. reduction of tooling maintenance; and

11. the overall automation of the hammer fabrication
process.

SUMMARY OF THE INVENTION

These and other objectives are achieved by a print
hammer manufacturing process in which the principal
component is an elongated thin metal strip which is
punched to form separate flag panels connected by tabs.
During substantially the entire manufacturing opera-
tion, a plurality of hammers are assembled in this strip
format, the hammers being separated as the final manu-
facturing step. By using this strip approach, the manual
handling of individual hammers is virtually completely
eliminated.

The pattern which 1s punched into the flag strip forms
a series of separate flag panels which are connected by
tabs. Each panel itself includes a flag connected to a
surrounding frame by means of hnks. A spring wire
connector arm also 1s formed in each panel. This con-
nector arm extends obliquely from a corner of the frame
and includes crimp ears for attachment of a round
spring wire. The connector arm also includes a section
which projects into a slot region of the flag, so as to
provide a connection point for the inner lead of the
hammer coil. Of particular importance is the arrange-
ment of the flag, frame, links and connector arm 1n each
flag panel. The arrangement 1s such that the same con-
figuration can be used as either the bottom or the top
flag for the hammer.

One flag strip 1s used to form the bottoms of the
hammers being assembled. This strip remains substan-
tially intact throughout the assembly process. A second,
like strip is used to form the tops of the hammers. At an
appropriate step in the process, individual flags are
severed from this strip and attached to the hammers
being assembled on the bottom flag strip.

In the process, the inner surfaces of both top and
bottom flag strips may be coated with a thermoplastic
adhesive. The flags of the bottom strip are embossed to
form a central, coil-locating region. Straight spring
wires of round cross-section are attached to the connec-
tor arms of both the upper and lower flag strips. The
wires are held in place by crimping. A flat coil 1s placed
on the bottom flag, located by the boss. The top flag,
severed from the second flag strip, is placed face down
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atop the coil so that the connector arms of the bottom
and top flags are situated on opposite sides of a center-
line through the hammer being formed. Localized heat-
ing is used to bond together the bottom and top flags in
the boss region, by means of the pre-coated adhesive.

With the assembly so held together, the inner lead
wire of the coil is connected to the end portion of the
connector arm of one flag, and the outer coil lead is
attached to the connector arm of the other flag at the
point of spring wire attachment to the bottom flag. The
entire hammer assembly is heated between plates to
adhesively tack the coil to the flags. A soldering com-
pound is applied to both connector arms at the point of
spring wire attachment, and to the connector arm end
to which the inner coil lead is attached. Focused infra-
red heating, or other heating technique is used from the
top side only of the assembly to solder all three coil lead
and spring wire connection points. The electrical insula-
tion of both coil leads is penetrated by the thermo-
chemical action of the soldering compound and by the
high energy concentration of the localized heating.

Next, excess portions of the frames surrounding both
the bottom and top flags are severed and discarded,
leaving the partially assembled hammers connected to
one another by the link and tab members of the original
flag strip. While still so connected, a group of the ham-
mers simultaneously are embedded in a molding com-
pound such as a structural epoxy. A hammer tip also
may be mounted in this embedding process. A single
multicavity mold may be used simultaneously to form a
plurality of hammers. For ach hammer, the hammer
housing and the separate spring-wire foot assembly are
formed simultaneously. Finally, the connecting links are
cut away to separate the hammers and complete the
assembly process.

BRIEF DESCRIPTION OF THE DRAWINGS

The detailed description of the invention will be
made with reference to the accompanying drawings,
wherein like numerals designate corresponding parts in
the several figures.

FIG. 1is a perspective view of a print hammer manu-
factured in accordance with the present invention,

FIG. 2 1s a flow chart of the assembly steps in the
inventive print hammer manufacturing process.

FIG. 3 is a top plan view of a flag strip from which
hammers like that of FIG. 1 are assembled.

F1G. 4 i1s a perspective view of a flat coil utilized 1n
each print hammer.

FIG. § through 15 illustrate successive steps in the

hammer assembly process and are individually identi-
fied in the flow chart of FIG. 2.

DESCRIPTION OF THE PREFERRED
EMBODIMENT

The following detailed description is of the best pres-
ently contemplated mode of carrying out the invention.
Ths description is not to be taken in a limiting sense but
is made merely for the purpose of illustrating the gen-
eral principles of the invention since the scope of the
invention best is defind by the appended claims.

A typical print hammer 20 manufactured in accor-
dance with the present invention is shown FIG. 1. The
hammer 20 consists of a cotl housing 21 containing a flat
coil 22 (FIG. 4) sandwiched between a pair of flags 23B,
23T (described below) and embedded in a molding
compound such as a structural epoxy. The main portion
of the coil housing 21 may have a typical thickness on
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the order of 0.035 inches. The impact end 21¢ has an
enlarged thickness, typically on the order of 0.10 inches,
and includes a forwardly projecting impact tip 24.

Projecting diagonally in opposite directions from an
enlarged bottom end 216 of the housing 21, are a pair of
spring wires 25, 26 each having a round cross-section.
The spring wires 25, 26 are laterally separated from one
another so that they do not touch at the apparent cross-
over location shown at 27 in FIG. 1. The spring wires
25, 26 pass through, and are embedded in a foot member
28 formed of the same molding compound as the coil
housing 21. The spring wire lower ends 25a, 26a project
below the foot member 28 and are available for electri-
cal connection to the hammer 20.

A principal component utilized in the mass produc-
tion of print hammers 20 is a “flag stnp” 30 (FI1G. 3)
consisting of an elongated thin metal strip that is
punched to form a plurality of separate flag panels 31
connected by tabs 32. By way of example, the flag strip
30 may be formed of aluminum having a thickness of
0.004 inches and a width of 3 inches. The strip 30 1s of
arbitrary length. In a preferred embodiment, two identi-
cal flag strips 30 are used to provide respectively the
bottom and top flags 23B, 237T.

Initially, a set of index holes 33 may be punched at
regular intervals along a longitudinal border region 30q
of the strip 30. These index holes 33 then may be used
both to locate and to transfer the strip 30 during subse-
quent assembly steps.

The first of these steps is the successive punching of
the strip 30 to form the individual flag panels 31. In the
preferred design illustrated in FIG. 3, each panel 31
includes a flag 23 which is connected to a surrounding
frame 34 by a set of links 354-358d (collectively referred
to as links 35). Extending from a corner of the frame 34
is a spring wire connector arm 36 having a diagonal

spring wire-receiving section 36a from which project

laterally a pair of crimp ears 366 . The free end of the
connector arm 36 forms a wire terminal 36¢. This termi-
nal end 36¢ is situated within a slot 37 which leads to a
central opening 38 in the flag 23. Each of the panels 31
1s of identical shape.

As part of the initial fabrication procedure (step 40,
FIG. 2) one face of each flag 23 is coated with a thermo-
plastic adhesive. This adhesive coating may be done
either before or after the flag panels 31 are punched.
The steps of index hole perforation, flag panel punching
and epoxy coating may be carried out in automated
fashion on a strip 30 which is wound from reel to reel
during the operation.

As a next assembly step 41, a coil centering boss 42 1s
formed in each panel 31 of a first flag strip 30B that 1s
used to provide the bottom flags 23B (FIGS. § and 7).
This flag strip 30B is maintained intact as a continuous
strip throughout most of the assembly process.

As illustrated in FIGS. 5 and 6, the coil centering
boss 42 surrounds the central flag opening 38, and con-
forms in shape to the central opening 22z of the coil 22
(FIG. 4). Advantageously, the height of the boss 42
corresponds to the thickness of the coil 22. The same
embossing operation that is used to form the coil center-
ing boss 42 also may be used to offset or depress the
spring wire-receiving section 36a of the connector arm
36 (FIGS. § and 6). Also, the terminal end 36¢ of the
connector arm 36 may be severed so as to leave a short
stub 364 at the end of the arm 36. Also, the crimp ears
366 may be folded upward to facilitate insertion of the
spring wire 25.
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Next, (step 43, FIG. 7) a straight spring wire 25 is
placed through the upstanding ears 365 of the connec-
tor arm 36. The ears 366 then may be folded over and
crimped to hold the spring wire 25 in place. Advanta-
geously, the spring wire 25 itself may have a circular
cross-section, with a typical diameter on the order of
0.029 inches.

Next, a coil 22 1s placed onto the bottom flag 23B
(step 44,FIG. 10) and centered with respect to the boss
42. The coil itself may be wound (step 45) of 5.5 mil
diameter aluminum wire arranged in four and five lay-
ers so as to form a flat coil having the overall shape
shown in FIG. 4. Advantageously, the coil wire may be
insulated and have an overcoat of a thermoplastic adhe-
sive, typically the same type of adhesive which is used
to coat the faces of the flags 23.

As separate operations which may be carried out
concurrently with the process steps 41 through 45, a
second flag strip 30T is processed (FIGS. 8 and 9) to
form the top flags 23T. First (step 46) a flag stirip 30
(FIG. 3) is turned “upside down”’, so that when viewed
from the aspect of FIG. 8 the connector arm 36 appears
to project from the lower right hand corner of the
frame 34 rather than the lower left hand corner of the
bottom strip 30B. The spring wire receiving section 364’
1s offset upwardly viewed in FIG. 8) to provide a seat
for the spring wire 26. This wire 26 is situated “above”
the frame 34, and is crimped in place by the ears 365’
which are folded back “under” the offset region 36«

As a next step 47, individual top flag panels 23T"
(FIG. 9) are formed by severing the flag panels 31 of the
top strip 30T along the broken line 48 shown in FIG. 8.
The upper two links 354 ,35¢ are severed, while the
lower links 355 and 354 are left in place. These keep the
lower frame portion 34’ and the connector arm 36 at-
tached to the top flag 23T".

The severed top flag panel 23T’ so formed (FIG.9)
next 1s mounted (step 49 and F1G. 11) atop the coil 22
that 1s mounted on the bottom flag strip 30B. Alignment
can readily be accomplished by matching the central
opening 38 in the top flag 23T with the corresponding
opening 38 in the boss 42 region of the bottom flag 23B.

The top flag 23T immediately is bonded in place by
bringing a heating element 51 into contact with the
portion of the top flag 23T that is aligned with the boss
42. This is illustrated in FIG. 12. Optionally, a mating
heating element 52 may be disposed beneath the lower
flag 23B within the boss 42 region. With this arrange-
ment, the boss region is heated to a temperature at
which the adhesive on the mating faces of the flags 23B
and 23T 1s brought to a plastic or tacky state. Typically
this may take about two seconds. The heating elements
51, 52 then are withdrawn. The adhesive quickly cools
and sohdifies, thereby effectively bonding together the
top and bottom flags 23B and 23T in the region of the
boss 42. The resultant bond is sufficient to maintain the
top flag 23T in place during the next assembly opera-
tions. A permanent mechanical bond between the ham-
mer components 1S not required at this step.

Next, the electrical leads 226, 22¢ (FIG. 4) of the coil
22 are mechanically attached to the connector arm
terminal 36¢ of the top flag 23T and to the spring wire
receiving region 36a of the bottom flag 23B.

Next, (step 53 and FIG. 13), the entire hammer as-
sembly is sandwiched between two hot plates 54, 55.
This heating makes the adhesive on the inner faces of
both the bottom and top flags 23B, 23T and on the coil
22 become tacky. When the heating plates 54, 55 then
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are removed, the adhesive solidifies so as to bond firmly
the sandwich consisting of the bottom flag 23B, the coi!
22 and the top flag 23T.

The next step 56 is to solder the two spring wire
connector regions 36a , 36a’ and the terminal 36¢ from
the same side of the hammer assembly. This is illus-
trated in FIGS. 11 and 14. First, a measured amount of
solder paste is deposited on each of the regions 364, 36a
"and 36c . The paste may include appropriate flux and
solder. Then, three infrared radiation sources 57
(mounted on an appropriate jig, not shown) are focused
respectively on the three areas 36a, 36a ' and 36¢. The
wavelength, amount of radiated energy, and time pa-
rameters are appropriately adjusted so that the incident,
focused infrared radiation will melt the solder, cause the
sodlder to penetrate the coil wire isulation, and accom-
plish the requisite soldering operation. These parame-
ters may be different for the three regions. For exampile,
a shorter time period, or a lower energy level may be
sufficient to solder the inner coil lead 2254 to the terminal
J6¢ than 1s required to solder both the spring wire 25
and the outer coil lead 22¢ to the connector arm region
36a. Soldering of the spring wire 26 to the connector
arm region 3642’ may be aided by the presence of a small
opening 36e (FIGS. 3, 8and 9) which is formed in the
flag strip 30 during the initial punching operation (step
40).

Now (step 58 and FIG. 15) the lower frame portions
34 of both the bottom and top flags 23B and 23T are
severed from the assembly by cutting where indicated
by the broken line 59 in FIG. 11. This results in a strip
60 (FIG. 15) of partially completed hammers that are
still connected by the links 35a-354d and tabs 32 of the
bottom frame 30B. The top flag 23T and the connector
arm 36 are attached to the structure 60 solely by the
adhesive which bonds them to the boss 42 and the coil
22. The top connector arm 36’ is totally separated from
the top flag 23T. Thus there is no electrical connection
between the connector arm 36’ and the top flag 23T.
Electrical isolation of the inner coil lead 226 from the
flag 23T thus is achieved. Similarly, beneath the coil 22
the lower connector arm 36, to which the outer coil
lead 22¢ is attached, is both physically and electrically
isolated from the bottom flag 23B.

Next, a group of the attached incomplete hammer
assemblies 60 are simultaneously molded to form the
coil housing 21 and the foot member 28 (step 61). This
may be accomplished by separating the assembly 60 into
strips each of which contains say a dozen of the con-
nected hammer assemblies. Each such strip then may be
placed in a multiple cavity mold appropriately config-
ured to form both the coil housings 21 and the foot
members 28 for all dozen of the hammers in the strip.

A generally U-shaped metal hammer tip 62 (FIG. 15)
may be appropriately positioned in the mold, or alterna-
tively, may be clipped to the upper corner of the sand-
wiched flags 23B, 23T to provide a rigid font-striking
surface at the impact tip 24 of the hammer 20.

An appropriate molding compound, such as a struc-
tural epoxy, then 1s used to embed the assembly 60,
thereby to form the coil housing 21 and the foot mem-
ber 28. When the embedding operation is complete, the
assembly 60 1s removed from the mold and the links 35
are severed to separate the now completed hammers 20.

After the molding step 61, the spring wires 25, 26 may
be bent so that they project downwardly in parallel
fashion from the foot member 28, as shown in FIG. 1.
The portions of the spring wires 25, 26 which are em-
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bedded in the foot member 28 may be coated with an
elastomer. Alternatively, part of the foot itselt may be
coated with an elastomer. Such elastomer may have the
benefit of damping ultrasonic vibrations of the foot
during hammer operatin when the hammers are in-
stalled in an appropriate hammer operation when the
hammers are installed in an appropriate hamnmer bank
assembly.

The spring wires 25, 26, may be of any appropriate
material such as berrylium copper or steel. Alterna-
tively, the spring wires 25, 26 could even be formed of
a conductive plastic, or of a plastic that was coated or
iserted with metal so as to provide electrical conduction
to the coil 22.

Since each flat 23B and 23T is substantially U-shaped,
induced eddy currents are substantially reduced or
eliminated. The slots 37 leading to the central openings
36 yield this result, by eliminating a current path around
each opening 36.

From the foregoing description, it will be appreciated
that one of the features of the flag strip 30 which makes
the present invention workable 1s the offset arrange-
ment of the links 35. This offset arrangement permits
(step 58 and FIGS. 11 and 15) the lower links 356, 354
of the top flag 23T to be severed, while still maintaining
the integrity of the links 35 that connect adjacent flag
panels in the bottom strip 30B. Thus, the staggered link
arrangement permits the entire mass production ham-
mer assembly operation to be carried out atop one tlag
strip 30B which maintains its integrity as a continuous
strip throughout the entire fabrication process.

I claim:

1. A method for making a hammer for a printer, com-
prisimg:

punching an elongated thin metal strip to form sepa-

rate flag panels connected by tabs, each panel 1n-
cluding a spring wire connector arm,

inserting spring wires into the connector arm of a first

flag panel in said strip and into the connector arm
of a separate second flag panel,

sandwiching a flat coil between said first flag panel

and said second flag panel while maintaining said
first flag panel connected in said strip,

connecting the leads of said coil to the respective

connector arms of said first and second flag panels,
and

embedding said sandwiched flag panels and coil 1n a

molding compound.

2. A method according to claim 1 wherein said first
and second flag panels are substantially identical, the
portion of the connector arm to which said spring wire
is attached being on one side of a centerline of said flag
panel, said sandwiching comprising:

placing said first flag panel face up against one side of

said coil and placing said second flag panel face
down against the other side of said coil, so that the
spring wire attachment portions of the connector
arms of said first and second flag panels are situated
on opposite sides of a centerline of said coil.

3. A method according to claim 2 wheremn said
punching also forms in said strip a frame surrounding a
flag section and attached thereto by links, each flag
panel comprising a flag section and its surrounding
frame, and including the step of severing said second
flat panel from the strip in which it 1s formed and dis-
carding a portion of the frame of said second flag panel
before placing said second flag panel against the other
side of said cotl.
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4. A method according to claim 2 or 3 wherein said
punching includes forming in each flag panel a central
opening and a slot leading thereto, an end of the con-
nector arm of at least one flag panel extending through
said slot into said central opening, said sandwiching
including aligning said coil with said central openings of
said first and second flag panels, and wherein said con-
necting includes attaching one lead of said coil to said
one connector arm end which extends into said central
opening, and attaching the other lead of said coll to the
other connecting arm.

5. A method according to claim 3 including, subse-
quent to said connecting:

severing and discarding frame portions of both said

first and second flags so that adjacent sandwiched
flag panels and coils of said strip are attached only
via said links and said tabs, and wherein said enbed-
ding is carried out with said adjacent sandwiched
flag panels and coils so attached.

6. A method according to claim 1 comprising:

coating, prior to said sandwiching, a portion of at

least one of said first or second flag panels with a
heat sensitive adhesive,

forming a raised coil-locating region in at least one of

said first or second flag panels, said sandwiching
including centering said coil on said raised region,
and
heating, subsequent to said sandwiching, at least the
raised region of one flag panel and the adjacent
region of the other flag panel to secure together
said first and second flag panels by means of said
adhesive.
7. A method for making hammers for a printer, com-
prising:
forming first and second thin strips having repetitive,
connected, generally planar panels, each panel
having a frame at least partially surrounding a flag
region and connected thereto by links, said flag
region having a slot extending to one edge thereof,
each panel also having an electrically conductive
connector arm extending from said frame into said
slot,
attaching spring wires to the connector arm of a first
panel in said first strip and to the connector arm of
a second panel in said second strip,

sandwiching an electrical coil between said first panel
and second panels while maintaining said first panel
attached in said first strip, and

connecting the electrical leads of said coil to the

connector arms of said first and second panels, at
least one of said leads being connected to the por-
tion of a connector arm which extends into sad
slot.

8. A method according to claim 7 wheretn:

said flag region is formed with a central opening to

which said slot extends; wherein

each connector arm is formed to extend obhquely

from adjacent a corner of said frame and to include
a wire connection terminal at the distal end thereot,
said terminal being situated within said central
opening; wherein

said sandwiching includes centering said coil in align-

ment with said central opening; and wherein

said connecting includes attaching the inner coil lead

to the terminal situated within said flag region
central opening.

9. A method according to claim 8 wherein sandwich-
ing includes placing said coil atop said first panel and
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placing said second panel face down atop said coil, so
that the connector arms of said first and second panels
are sttuated on oppostte sides of a centerline of the ham-
mer being made.

10. A method according to claim 9 further compris-
ing simultaneously soldering one spring wire and one
coil lead to the connector arm of one flag panel and the
other spring wire and other coil lead to the connector
arm of the other flag panel, said simultaneous soldering
being carried out from one side only of the hammer
being made.

11. A method according to claim 7 wherein each
connector arm s situated obliquely on one side of a
centerline of the hammer being made, wherein said
second panel i1s separated from said second strip prior to
sald sandwiching, wherein said sandwiching includes
placing said coil atop said first panel and placing said
separated second panel face down atop said coil, so that
the connector arms are situated on opposite sides of said
centerline, and wherein said sandwiching further in-
cludes adhesively bonding together the sandwiched
components.

12. A method according to claim 11 wherein said
panels are formed so that the links connecting one side
of each flag region to the frame are offset with respect
to the links connecting the other side of that flag region
to said frame, and including, subsequent to said bond-
ing, the step of severing the portions of the frames of
sald first and second panels from which said connector
arms extend while maintaining said first panel attached
in said first strip by means of said links, said offset links
facilitating such severing, the flag region and connector
arm of said second panel being thereafter held to the
other components of said hammer being made by said
adhesive bonding.

13. A method according to claim 12 further compris-
ing embedding said sandwiched components and a por-
tion of said spring wires in a molding compound while
maintaining said first panel attached in said first strip.

14. A method according to claim 13 wherein a plural-
ity of like hammers are made on adjacent panels of said
first strip, and wherein said embedding is carried out in
a multichambered mold to facilitate simultaneous em-
bedding of said plurality of like hammers.

15. A print hammer made by the process of claim 7.

16. A method for the mechanized mass production of
unitary print hammers of the type having an electrical
coil sandwiched between first and second planar flag
panels, comprising:

forming a first elongated thin metal strip having a

plurality of connected first flag panels,
sequentially attaching and securing other hammer
components to said connected first flag panels and
performing requisite hammer assembly steps from
one side only while maintaining said plurality of
first flag panels connected in said strip, and
separating each of the first flag panels and associated
attached components from said first strip and one
another to provide a plurality of individual units.

17. A method according to claim 16 wherein said
forming includes providing a set of index holes along
said strip, said steps of sequentially attaching and per-
forming all utilizing said index holes to transport and
locate said first flag panels for attachment and assembly.

18. A method according to claim 16 further compris-

ing:
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forming a second elongated strip substantially identi-
cal to said first strip, said second flag panels com-
prising panels separated from said second strip.

19. A method according to claim 18 wherein portions
of each substantially identical panel in said first and
second strips are non-symmetric about a centerline
through said panel, said attaching including mounting a
separated second flag panel atop said first strip in facing
relationship to a corresponding first flag panel, and
performing said subsequent assembly steps from one
side of said first strip, saild non-symmetrical panel con-
figuration facilitating such one-sided assembly perfor-
mance.

20. A method according to claim 19 wherein said
connected flag panels include a surrounding frame and
a planar connector arm extending obliquely from said
frame, and including the steps of:

attaching a first spring wire to the connector arm of

each first flag panel in said first strip and attaching
a second spring wire to the connector arm of each
second flag panel from said second strip, said
spring wires extending obliquely from said respec-
tive arms, so that when said second flag panel is
mounted, said second spring wire will cross but not
touch said first spring wire, and

embedding the assembled sandwiched coil and panels

of each hammer in a molding compound while
simultaneously forming a foot member of said
molding compound, a portion of both said first and
second spring wires, on the opposite side of said
cross from said flag panels, being embedded in said
foot member, said embedding being -carried out
prior to separation of said completed hammers
from said strip.

21. A method according to claim 19 comprising:

forming a raised central boss on each first flag panel,

placing a flat coil having a central opening into each
first flag panel with said central opening surround-
ing and positioned by said boss, said separated
second flag panel being mounted atop said boss and
emplaced coil, and

adhesively bonding the sandwich of said first flag

panel, said coil and said mounted second flag panel.
22. A method according to claim 21 further compris-
Ing:
attaching the leads of said coil to the respective con-
nector arms of said first and second flag panels, and

simultaneously soldering, from one side of said first
strip, both said leads and said spring wires to both
said connector arms.

23. A method according to claim 22 wherein said
soldering is accomplished by utilizing focused infrared
heat.

24. A method according to claim 7 including the step
of separating an individual flag and connector arm and
a portion of said frame from said second strip prior to
said sandwiching step, said separated flag and connec-
tor arm being connected to said frame portion thereby
maintaining correct orientation of the separated flag
and connector arm during the sandwiching step.

25. A print hammer assembly fabricated from a flag
strip, said flag strip comprising an elongated, unitary,
planar thin strip of metal having a plurality of identical
flag panels formed therein, each flag panel including:

a generally rectangular flag region,

a frame substantially surrounding said flag region,

a plurality of links connecting said frame to said flag

region, and
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a connector arm extending from said frame at one connections all being accessible from one side of

side of a centerline through said flag region, said sandwiched as_sembly. ‘ |
wherein said connector arm includes a spring wire 26. A method according to claim 20 further compris-

connection region. and wherein each flag panel ing: providing an elastomer for the portion of said
glom | &P 5 spring wires within said foot member.

includes an opening between said frame and said 27. A method according to claim 22 wherein said
flag panel sitvated symmetrically opposite the soldering utilizes a soldering paste and wherein said
spring wire connection region on the opposite side  heating causes the soldering paste to penetrate the elec-
of said centerline from said connector arm, so that trical insulation of said leads.

when one of said panels is separated from said strip 10 28. A method for making a hammer for a printer

and superimposed atop and in facing relationship COmPpTiSIng: , '
with another panel of said strip, the spring wire forming an elongated thin metal strip of separate but

onnection region of the connector arm of said connected flag panels, each panel including a
o " TeBR O spring wire connector arm;

other strip will be exposed through the symmetri- s inserting spring wires into the connector arm of a first

cally situated opening of said one panel, flag panel in said strip and into the connector arm
the print hammer assembly comprising: of a separate second flag panel;
a flat electrical coil sandwiched between said one and sandwiching a flat coil between said first flag panel
said other facing flag panels, the electrical leads of and said second flag panel while maintaining said
20 first flag panel connected in said strip; and

said coil being attached to said connector arms,

a pair of spring wires attached respectively to the connecting the leads of said coil to the respective

connector arms of said first and second flag panels.

connection regions of the connector arms of said 9. The method of claim 29 further comprising the
one and other facing panels, and step of encasing said sandwiched flag panels and coil
said spring wires and said electrical leads being sol- 25 within a housing.

der-connected to said connector arms, said solder * £ *
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